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TITLE OF THE INVENTION 
METHOD AND APPARATUS FOR INJECTION MOLDING LIGHT 
METAL ALLOY 



BACKGROUND OF THE INVENTION 
(FIELD OF THE INVENTION) 

The present invention concerns a method of and an apparatus for 
injection a molding light metal alloy such as of magnesium and aluminum. 
(DESCRIPTION OF THE RELATED ART) 

As a method of molding light metal alloy materials in a manner 
similar with injection molding of resins, there has been known a method of 
injecting a light metal alloy material in a semi-solidified slurry into a 
molding die. Generally, raw metal alloy materials are formed into a semi- 
solidified state by heating a raw material pellet in a screw extruder as 
disclosed in International Patent Publication Hei 3-504830 or by 
granulating raw ingot materials heated into a semi-molten state and then 
heating the same in a screw extruder as disclosed in Japanese Patent No. 
2832625 or Japanese Laid-Open Hei 9-108805. 

Since the starting materials are solid metals, any of the methods 
described above involves a problem that abrasion or flexion occurs violently 
in the upstream of the extrusion screw and a load torque has to be increased 
or a heating and stirring channel has to be enlarged in the screw extruder 
thereby making the size of the apparatus larger. 

Further, since the solid material and the semi-solidified slurry are 
existed together in the axial direction of the extruder, metering upon 
extrusion tends to be instable. Further pores are liable to be mixed in 
molding products due to involvement of an inert gas to result in defective 
products. 

In order to overcome the foregoing disadvantages, it has been 
proposed a method of cooling a molten metal in a vertical chamber under 
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shearing by an extrusion screw into a semi-solidified slurry and then 
injecting the semi-solidified slurry discharged from a discharge port at the 
lower end of the chamber into a molding die (rheo-molding method: refer to 
International Patent Publication Hei 9-508850). 

However, since the discharge port at the lower end of the vertical 
chamber is directly connected detachably to an upper portion of a molding 
die disposed therebelow, this method involves a drawback that the height of 
the entire apparatus is excessively large to increase the machine cost and 
also increases the maintenance cost. 

In particular, in a case where the molding die is enlarged along 
with the enlargement of the size of molding products, it is necessary to 
locate a driving system such as a motor and a cylinder connected to the 
upper portion of the screw extruder and a storage hopper for the molten 
metal further higher, and such arrangement is extremely instable as a 
casting facility for actual operation. 

Further, in the injection molding system described above, since the 
slurry is injected by rapidly lowering the extrusion screw in the material in 
which the liquid phase and the semi-sohdification phase are mixed together, 
this involves an inherent problem that a screw flight is abraded violently 
and the slurry deposited in the upper portion of the screw tends to damage 
the shaft seal portion. 

On the other hand, in the system separating an injection plunger 
described in Japanese Patent Laid-Open Hei 9-103859, since the nozzle at 
the top of the injection plunger is directed horizontally, when the nozzle is 
connected to the side of a molding die, the height for the entire apparatus 
can be reduced to some extent compared with the injection molding system 
described in the International Patent Publication Hei 9-508859. 

However, in the system with a separated injection plunger 
described above, since a large melting furnace (feeder 20 with heater 25 
shown in FIG. 1 of Japanese Laid-Open Hei 9-103859) is connected directly 
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to an upper portion of the chamber, there is a limit for making the compact 
machine. Further, since a melting furnace for heating the solid material 
into a molten metal is directly connected to the upper portion of the 
chamber in this system, it is not favorable in view of the thermal stability of 
the molten metal and the safety. Further, when the melting furnace is 
connected to the upper portion of the chamber, it results in an inherent 
problem that the flow rate control is difficult 

SUMMARY OF THE INVENTION 
An object of the present invention is to provide a method of and an 
apparatus for injection molding, capable of injection molding light metal 
molding products at high quality with less pores or shrinkage, without 
excessively enlarging the size of the height for the injection molding 
machine. 

The apparatus according to the present invention is an injection 
molding machine adapted to cool a molten metal under shearing by an 
extrusion screw into a semi- solidified slurry in a substantially vertical 
chamber and then inject the semi-solidified slurry discharged from the port 
at the lower end of the chamber into molding dies, in which a clamping 
device is adapted to open/close a movable die relative to a stationary die in a 
horizontal direction, and a connection component having a first channel in a 
vertical direction and a second channel extending horizontally from the 
lower end of the first channel and in communication with the stationary 
mold formed at the inside is connected to a discharge port at the lower end 
of the chamber. 

The vertical direction of the first channel means a direction 
substantially vertical to the moving direction of the movable die. 

In this case, since the semi-solidified slurry discharged from the 
discharge port at the lower end of the chamber is once turned into the 
horizontal direction and then injected into the molding dies opening/closing 
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in the horizontal direction, even when the molding is enlarged or the stroke 
amount is increased, it is no more necessary to locate the screw extruder at 
a higher position. 

Further, in the apparatus according to the present invention, since 
the molten metal is cooled under shearing by the extrusion screw into the 
semi-solidified slurry in the vertical chamber, various disadvantages caused 
by the heating of the solid material into the semi-solidified slurry can be 
overcome, as well as light metal molding products of high quality with less 
pore and shrinkage can be injection molded. 

In a case where the screw extruder has an injection function of 
axially moving the extrusion screw to inject the semi-solidified slurry, there 
is no requirement of disposing an injection plunger in the second channel of 
the injection flow channel, and the injection flow channel can be formed into 
a substantially L-shaped flow channel consisting of the first channel and 
the second channel. 

In this case, if a crossing portion between the first channel and the 
second channel is formed as a rounded part for smoothly turning the 
direction of the semi-solidified slurry, the semi- solidified slurry can be 
injected smoothly in the horizontal direction by the downward movement of 
the extrusion screw. 

On the other hand, in a case where the screw extruder has an 
extrusion screw not moving in the axial direction and, accordingly, the 
extruder has no injection function of injecting the semi-solidified slurry, an 
injection plunger moving in the horizontal direction may be disposed in the 
second channel of the injection flow channel. In this case, when a check 
valve for inhibiting the back flow of the semi-solidified slurry in the second 
channel to the screw extruder is disposed to the first channel, metering for 
one shot of the material upon injection molding can be conducted accurately. 

Further, the apparatus according to the present invention may 
comprise a melting furnace located substantially at the same ground level 
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as the clamping device for heating the solid material into the molten metal 
and a molten metal supply unit for supplying the molten metal in the 
melting furnace by way of a supply pipeline shielded with an inert gas into 
a storage hopper. 

In this case, since the molten metal in the melting furnace located 
substantially at the same ground level as the clamping device is supplied by 
way of the supply pipeline to the hopper which is stored the molten metal 
temporarily, a molten metal by a required amount corresponding to the 
cycle time can be supplied to the hopper, so that it is no more necessary to 
locate a great amount of the molten metal at a top position in the apparatus, 
which is preferred in view of safety. 

Further, the melting furnace preferably has an induction heating 
type heating device for instantly melting the solid material, by which the 
melting furnace can be made compact, and it is extremely safe compared 
with the prior apparatus such as shown in Fig. 1 of Japanese Laid-Open 
Hei 9-103859 in which the molten metal has to be stored always in a great 
amount in a molten state. 

Further, the apparatus according to the present invention 
preferably comprises a level sensor for detecting the height of the surface of 
the molten metal in the hopper and a control device for controlling the 
amount of the molten metal supplied to the hopper based on the signal from 
the sensor such that the surface height of the molten metal is not higher 
than the position for the shaft seal of the extrusion screw. 

In this case, since the surface of the molten metal in the chamber 
does not exceed the position of the shaft seal, even if a semi-solidified slurry 
is deposited to the upper portion of the extrusion screw, the slurry can be 
prevented as much as possible from reaching the shaft seal, thereby making 
the shaft seal less damaged. 

Preferably, the extrusion screw comprises a central shaft inserted 
rotatably into the chamber and a plurality of screw segments arranged in 
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the axial direction. 

In this embodiment, if any one of the segments suffers from 
abrasion and melting damage by both the molten metal and semi- solidified 
slurry, only the portion of the extrusion screw that abraded or damaged can 
be replaced easily by merely replacing the degraded segment with a spare 
segment or an intact segment of an identical shape already used at other 
position, of the screw and it is no more necessary to entirely replace the 
extrusion screw. 

Further, since the extrusion screw is divisionally constituted with a 
plurality of screw segments, the surface of screw segment can be improved 
for the abrasion and melting damage at a reduced cost. And the surface of 
extrusion screw can be optimized, in view of the material, suitably 
depending on the material of the light metal alloy to be injection molded. 

It is preferred to use a plurality of screw segments each having a 
compression ratio of 1.0 and an identical axial length. 

In this case, since a plurality of segments arranged in the axial 
direction in one extrusion screw can be replaced optionally with each other, 
the life of the extrusion screw can be increased remarkably at a reduced cost 
in a screw extruder providing that abrasion and melting damage occurs at 
substantially fixed portions such as in a case of extruders used for the 
injection molding of light metal alloys. 

For instance, in a screw extruder making a molten metal or a semi- 
solidified slurry from heating a solid metal as described above, since 
abrasion occurs more violently in the upstream exposed to the solid metal 
compared with the downstream of the extrusion screw, the life of the 
extrusion screw can be extended by replacing a segment at the upstream 
suffering from abrasion to a certain extent with a segment at the 
downstream suffering from less abrasion. 

On the other hand, in a screw extruder making a semi-solidified 
slurry from cooling a molten metal, since abrasion occurs most violently in a 
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portion of the extrusion screw where the dendritic crystals starts to grow, 
the life of the extrusion screw can be extended by replacing a screw segment 
at a portion suffering from abrasion to a certain extent with a segment in 
other portion suffering from less abrasion or melting damage. 

Further, when the extrusion screw comprises a central shaft and a 
plurality of axially arranged screws fitted over the outer circumferential 
surface of the central shaft, it is possible to design an extrusion screw of 
high performance corresponding to various extrusion conditions. 

For example, when a metal material of high temperature creep 
strength is used for the central shaft and a material of excellent resistance 
against melting damage caused by the molten metal or the semi-solidified 
slurry is used for the plurality of segments, an extrusion screw excellent in 
both of the performances of them can be obtained. 

That is, since Fe series stainless steel (Cr 12% steel and the like) or 
Incoloy 800 (Fe-Ni-Cr series) is excellent for the high temperature creep 
characteristic over tool steels at a high temperature of about 600°C, such 
materials are suitable to the central shaft. 

On the other hand, the molten metal or semi-solidified slurry of Al 
alloys gives remarkable melting damage to the iron based materials as 
described above and, if such iron based materials are used as they are for 
the screw segment, it is necessary to replace the segments in about one 
week. 

In view of the above, for the plurality of segments fitted over the 
central shaft, it is preferred to use a material having excellent resistance 
against melting damage by itself, or a material showing excellent resistance 
melting damage by ceramic coating applied at the surface thereby reducing 
the frequency of replacement. 

Further, the injection molding apparatus for bight metal alloys 
according to the present invention preferably comprises a metering cylinder 
having an axially moving injection plunger at the inside, a temperature 
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control unit for setting the temperature such that the light metal alloy 
material in the cylinder is formed into a semi-solidified slurry and a nozzle 
connected at the base end to the discharge port of the metering cylinder and 
formed with a discharge port at the distal end, in which a static mixer for 
radially mixing the semi-solidified slurry passing through the nozzle is 
disposed in the nozzle. 

In this embodiment, since the semi-solidified slurry is injected 
while being mixed radially in the nozzle into a molding plate, even if a 
portion of solid particles in the slurry grows coarsely, the solid particles are 
refined again when they pass through the nozzle. 

This can prevent grown solid particles from mixing into molding 
products, to improve the quality of the molding products and prevent the 
grown solid particles from clogging the nozzle to hinder the closure of an 
on/off valve or increase the resistance to the passage of the light metal alloy 
material and enables stable molding operation. 

The static mixer described above is preferably constituted with 
stirring blades each formed in a shape twisted around the axial center of 
the nozzle. In this case, it is preferred that a plurality of stirring blades of 
different twisting directions are arranged axially in the nozzle while 
crossing to each other. This is because the direction of the radial mixing of 
the semi-solidified slurry changes on every passage through the stirring 
blades of different twisting directions to further improve the refining 
function for the grown solid particles. 

When the solid phase rate of the light metal alloy increases in a 
portion of the nozzle corresponding to the mixer, it may be a worry that the 
solid particles clog to the periphery of the mixer and can not be injected. 
For avoiding this, it is preferred to provide a heating member for setting the 
temperature of the light metal alloy at a portion corresponding to the mixer 
to a temperature higher than the liquidus temperature. 

On the other hand, if the entire nozzle is heated to a temperature 
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higher than the liquidus temperature , this may increase the liquidus phase 
not only in the nozzle but also in th- metering cylinder to possibly worsen 
the quality of molding products by th,? lowering of the solid phase rate of the 
semi-solidified slurry in the cylinder . Then, for preventing fluctuation of 
the solid phase rate caused by he; ting of the nozzle, it is preferred to 
provide a heating member for settirg the temperature of the light metal 
alloy to a semi-sohdification tempsrature at a portion in the nozzle 
upstream to the mixer. 

Such a heating member car, be adapted to both of the solid plug 
nozzle or self-closure type nozzle described above. In the former, a 
temperature setting member for forir ;ng the solid plug may be disposed to a 
discharge port of the nozzle. n the latter, an on/off valve for 
opening/closing the discharge port of the nozzle may be disposed in a 
portion of the nozzle downstream to 1 le mixer. 

Further, the injection molding apparatus for light metal alloys 
according to the present invention preferably comprises a metering cylinder 
having an axially moving injection plunger at the inside, a temperature 
control unit for setting the temper at ire of the light metal alloy material in 
the cylinder so as to transform the s ane into a semi-solidified slurry and a 
nozzle connected at a base end to a discharge port of the metering cylinder 
and a discharge port formed at the distal end thereof in which a slitwise 
injection channel causing a sheari ig flow to the semi-solidified slurry 
passing through the nozzle is dispose 1 in the nozzle. 

In this embodiment, since tl s semi-solidified slurry is injected into 
the molding die while forming a s rearing flow in the slitwise injection 
channel of the nozzle, even if a p or ion of the solid particles in the semi- 
solidified slurry is grown coarsely, such solid particles are refined when 
they pass through the nozzle. 

Therefore, this can prevent ;Town solid particles from mixing into 
molding products to improve the q-ality of the products, and the grown 



solid particles from clogging the nozzle to hinder the closure of the on/off 
valve or increase the resistance to the passage of the light metal alloy 
material, and enables stable molding operation. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is an entire side elevational view of an injection molding 
apparatus according to a first embodiment of the present invention; 

FIG. 2 is an entire side elevational view of an injection molding 
apparatus according to a second embodiment of the present invention; 

FIG. 3 is an entire side elevational view of an injection molding 
apparatus according to a third embodiment of the present invention; 

FIG. 4 is an entire side elevational view of an injection molding 
apparatus according to a fourth embodiment of the present invention; 

FIG. 5A is a side elevational view of an extrusion screw enlarged in 
an axial midway part, and FIG. 5B is a cross sectional view taken along line 
A-A in FIG. 5A; 

FIG. 6A is a side elevational view for a central shaft of an extrusion 
screw, and FIG. 6B is a transversal cross sectional view thereof; 

FIG. 7 is a cross sectional view of a nozzle for light metal alloy 
injection according to a preferred embodiment of the present invention; 

FIG. 8 is a cross sectional view of a nozzle according to another 
embodiment of the present invention; 

FIG. 9 is a cross sectional view of a nozzle according to a further 
embodiment of the present invention; 

FIG. 10A is a cross sectional view of a nozzle according to other 
embodiment of the present invention, FIG. 10B is a perspective view of a 
shearing block, and FIG. IOC is a perspective view showing a modified 
embodiment of the shearing block; 

FIG. 11 is an explanatory view of applying the nozzle in FIG. 7 to 
an in-line system injection molding apparatus; 
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FIG. 12 is an explanatory view of applying the nozzle in FIG. 8 to 
an in-line system injection molding apparatus; 

FIG. 13 is an explanatory view of applying the nozzle in FIG. 9 to 
an in-line system injection molding apparatus; and 

FIG. 14 is an entire side elevational view showing a modified 
embodiment of an injection molding apparatus according to the present 
invention. 

DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENTS 
The present invention is to be explained by way of preferred 
embodiments with reference to the drawings. 

FIG. 1 shows a first embodiment of the present invention. 
An injection molding apparatus 1 for light metal alloys according to 
this embodiment comprises a screw extruder 4 disposed vertically and 
having an extrusion screw 3 disposed rotatably at the inside of a chamber 2 
and a hopper 6 connected to the upper end of the chamber 2 for storing 
molten metal 5. 

Further, the apparatus 1 comprises a temperature control unit 8 
used for temperature control, for example, cooling such that the molten 
metal 5 supplied from the hopper 6 into the chamber 2 is formed into semi- 
solidified slurry 7 and a clamping device 9 into which the semi-sohdified 
slurry 7 discharged from a discharge port at a lower end of the chamber 2 is 
injected. 

Among the constituent components of the apparatus 1, the hopper 6 
is adapted to receive the molten metal 5 melted in a melting furnace 10 and 
store the same in a molten state, and a lower end opening of the hopper 6 is 
connected to an upper end of the chamber 2. 

Further, a sealing unit (not illustrated) for blowing an inert gas 
such as argon from the lower portion of the hopper 6 is connected to the 
bottom of the hopper 6 and the molten metal 5 in the hopper 6 is bubbled by 
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inert gas from the sealing unit to remove impurities and seal the surface of 
the molten metal 5 with the inert gas. 

A driving motor 11 is coupled directly to the upper end of the 
chamber 2, an upper end of the extrusion screw 3 inserted rotatably in the 
chamber 2 is connected to the driving shaft of the motor 11, and the screw 3 
is disposed in a cantilever manner such that its lower end constitutes a free 
end in the chamber 2. 

An injection cylinder 12 having a vertically protruding and 
retracting cylinder rod is connected to an upper portion of the motor 11, and 
the motor 11 is coupled directly to the cylinder rod of the cylinder 12. 

Therefore, in the screw extruder 4 in this embodiment, the screw 3 
is axially moved downwardly by way of the motor 11 by downwardly 
protruding the cylinder rod of the injection cylinder 12, by which the semi- 
solidified slurry 7 accumulated at the lower end in the chamber 2 can be 
injected to the outside. 

The outer circumferential surface of the chamber 2 is covered with 
the temperature control unit 8, and the temperature control unit 8 
comprises a plurality of temperature control jackets 13 each separated in 
the vertical direction. Then, a heat medium such as an oil at a 
temperature lower than the molten metal 5 is caused to flow in the jacket 13, 
so that the molten metal 5 in the chamber 2 can be cooled to a temperature 
range lower than the liquidus temperature and higher than the solidus 
temperature. 

Further, for controlling the temperature of the molten metal 5 in 
the chamber 2 at high accuracy, each of the temperature control jackets 13 
also has a heating function. 

A substantially L-shaped connection pipeline (connection member) 
14 is connected to the discharge port at the lower end of the chamber 2 and 
the pipeline 14 has, at the inside, an injection flow channel 17 comprising a 
first channel 16 in the vertical direction and a second channel 16 extending 
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horizontally from the lower end of the channel 15. Among them, the upper 
end of the first channel 15 is connected with the discharge port at the lower 
end of the chamber 2, while the exit of the second channel 16 is connected 
with a stationary plate 24 secured to a fixed base 23 of a mold clamping 
device 9 to be described later. 

In this embodiment, an a rounded portion 17R is formed at a joined 
portion between the first channel 15 and the second channel 16 for smoothly 
turning the direction of the semi-solidified slurry 7, by which the semi- 
solidified slurry 6 can be injected horizontally by the downward movement 
of the extrusion screw 3. 

Further, the temperature control jacket 13 is also disposed to the 
outer circumferential surface of the connection pipeline 14 for keeping the 
semi-solidified slurry 7 at the inside to a constant temperature. 

A nozzle 18 always closed except for injection step is disposed at the 
exit of the second channel 16. The nozzle 18 may be adapted to form a 
solid metal plug at the top end of the nozzle by a temperature control unit 
comprising a temperature control jacket 13 disposed to the outer 
circumference thereof for closing the nozzle or adapted to close the nozzle by 
a mechanical or spring type shut-off valve disposed to the top end of the 
nozzle. 

The latter type nozzle using the shut-off valve is suitable in that a 
portion of high solid phase rate is not formed near the top end of the nozzle 
upon forming the solid metal plug and there is no possibility that the solid 
plug intrudes into the products. 

Further, as shown in FIGS. 5A to 6B, the extrusion screw 3 
preferably comprises a central shaft 41 rotationally inserted into the 
chamber 2 and a plurality of axially arranged screw segments 42 fitted over 
the outer circumferential surface of the shaft 41. 

The shaft 41 comprises a cylindrical shaft member having an 
involute spline 43 formed on the outer circumferential surface. The shaft 
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41 is constituted with a metal material having excellent high temperature 
creep characteristics over tool steels, for example, comprising Fe based 
stainless steels (Cr 12% steel and the like) or Incoloy 800 (Fe-Ni-Cr series). 

A conical tip segment 44 of a diameter larger than that of the shaft 
41 is screw coupled to the top end face of the shaft 41, and a base end 
segment 45 of a large diameter coaxially connected with a driving shaft of 
the driving motor 11 is screw coupled with the base end face of the shaft 41. 
The segments 42 are secured so as not to be moved relatively to the central 
shaft 41 by axially clamping a plurality of segments 42 arranged axially 
intimately to each other by the segments 44 and 45. 

As shown in FIGS. 5A and 5B, each of the segments 42 is formed 
into a short cylindrical shape which is opened at both axial ends and has a 
screw blade 46 on the outer circumferential surface and inner 
circumferential surface fitting to the involute spline 43 of the central shaft 
41. Respective segments 42 are axially arranged such that the screw 
blades 46 are in contiguous with each other between each of the adjacent 
segments 42. 

Further, each of the segments 42 has a compression ratio of 1.0, an 
identical cross sectional shape at an optional axial direction and an 
identical axial size. Therefore, a plurality of segments 42 arranged axially 
in one extrusion screw 3 are adapted to be replaceable with each other. 

Each of the segments 42 is made of a material applied with ceramic 
coating or the like to the surface and having excellent resistance to melting 
damage thereby decreasing the frequency of replacement. 

Further, each of the segments 42 has a convex nest 47 formed at an 
axial end face for fitting to a concave nest 48 of an adjacent segment 42, and 
fitting of the nests 47 and 48 to each other can prevent light metal alloy 
from leaking through the gap between each of the segments 42 to the 
central shaft portion 41. 

The anti-rotation stop for each segment 42 to the central shaft 
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portion 41 may be attained by a key and a key slot. 

Then, the clamping device 9 comprises a link housing 21 disposed 
vertically on a substrate 20, a stationary base 23 fixed to the housing 21 by 
way of horizontal tie bars 22, a stationary plate 24 fixed to the stationary 
base 23, a movable base 25 supported slidably to the tie bars 22 passing 
therethrough and a movable plate 26 secured to the movable base 25 such 
that it can be opened/closed horizontally relative to the stationary plate 24. 

A clamping cylinder 27 is secured at the central portion on the outer 
surface of the link housing 21 and the top end of the cylinder rod 28 of the 
cylinder 27 is connected with a central portion of the movable base 25. The 
housing 21 and the movable base 25 are connected by way of a plurality of 
links 29 which are folded when the housing and the movable base approach 
to each other, and are arranged substantially linearly in a horizontal 
direction when they apart from each other. 

A push cylinder 30 is disposed to the movable base 25 on the side 
facing the housing 21 and an push rod 31 of the cylinder 30 is passed 
through the movable base 25 and connected with the movable plate 26. 

Accordingly, in the clamping device 9, the movable plate 26 can be 
urged strongly to the movable plate 24 by protruding the cylinder rod 28 of 
the clamping cylinder 27 to straighten the link 29 on one line and 
protruding the push rod 31 of the push cylinder 30 in a straightened state of 
the link 29. 

Then the operation of the injection molding apparatus 1 and the 
method of injection molding the light metal alloy using the same are to be 
explained. 

At first, molten metal 5 charged from an induction heating type 
melting furnace 10 by means of a mechanical or solenoid pump into the 
hopper 6 is supplied in a gas shield state to an upper portion of the chamber 
2 of the screw extruder 4, cooled by each of the temperature control jackets 
13 below the liquidus temperature and above the solidus temperature and 
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grown dendritically. The dendritic crystals are pulverized by shearing 
action of the extrusion screw 3 and fine crystal grains are formed and 
transformed into the semi- solidified slurry 7. 

Subsequently, the slurry 7 is downwardly extruded by the extrusion 
screw 3 under temperature control in the same manner as a slurry pump. 
In this case, since the nozzle 18 for the connection pipeline 14 is closed, the 
extrusion screw 3 undergoes an axial upward load by the extruding force by 
the rotation of the screw per se. 

On the other hand, a predetermined back pressure is set for the 
injection cylinder 12 of the screw extruder 4 and, when an inner pressure 
overcoming the back pressure is formed in the chamber 2, the extrusion 
screw 3 upwardly moves in the axial direction and the semi-solidified slurry 
7 is accumulated at the lower end of the chamber 2 and metered by a 
predetermined amount. 

In this case, even the semi-solidified slurry 7 has an extremely low 
viscosity compared with a synthetic resin or the like, so that metering for a 
predetermined amount has to be conducted by bompulsorily moving the 
extrusion screw 3 upwardly by a back pressure to the injection cylinder 12 
depending on the viscosity of the slurry 7. 

In this way, when the semi-solidified slurry 7 has been metered, 
upward movement and rotation of the extrusion screw 3 are stopped and the 
injection cylinder 12 downwardly moves the screw 3 all at once. By the 
downward movement of the screw 3, the metered semi-solidified slurry 7 
accumulated at the lower end of the chamber 2 is injected by way of the 
injection flow channel 17 of the connection pipeline 14 into the cavity of the 
molding plates (stationary plate 24 and the movable plate 26) and molded 
into a predetermined shape. 

According to the injection molding method of the present invention 
as described above, since the semi-solidified slurry 7 is formed starting from 
the molten metal 5, it forms a tissue in which fine crystal grains are 
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dispersed uniformly, and molding products of high quality excellent in 
mechanical characteristics and with less burrs can be obtained. 

That is, in the method of the present invention, since the molten 
metal 5 is formed into the semi-solidified slurry 7 in the vertical chamber 2, 
the molten metal 5 is formed into the slurry 7 after the inert gas the molten 
metal 5 is formed into the slurry 7 after the inert gas contained in the 
molten metal 5 has been driven off by the pressure and the buoyancy. 
Accordingly, mixing of pores into the molding products due to involvement 
of the inert gas can be prevented, thereby preventing occurrence of defective 
products as less as possible. 

Further, since the starting material is the molten metal 5, which is 
transported downwardly under cooling into the semi-solidified slurry 7, 
abrasion or flexion in the upper stream of the extrusion screw 3 can be 
reduced and it is no more necessary to increase the load torque and enlarge 
the stirring route of the screw extruder 3 so much, and the apparatus can be 
made compact. 

Further, since the semi-solidified slurry 7 injected from the 
discharge port at the lower end of the chamber 2 is once turned into the 
horizontal direction and then injected into the molding plates 24 and 26 
that are opened/closed in the horizontal direction, there is no requirement 
for locating the screw extruder 4 to an unnecessarily high level, irrespective 
of the molding plates 24, 26 and the extent of the stroke amount thereof. 
Accordingly, light metal molding products of high equality with less pore or 
shrinkage can be injection molded without setting the size for the height of 
the entire apparatus excessively large. 

By the way, it is considered that in this embodiment, a portion in 
the extrusion screw 3 that dendritic crystals start to grow most suffers from 
abrasion or melting damage in a case of using the screw extruder 4 adapted 
to cool the molten metal 5 into the semi-solidified slurry 7. 

In view of the above, when abrasion or the like should occur 
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exceeding a predetermined level to the screw segment 42 corresponding to 
the portion, the segment can be replaced with a segment 42 with less 
abrasion at other portion thereby remarkably extending the life of the 
extrusion screw 3. It is of course possible to replace only the damaged 
segment 42 with a quite new segment. 

FIG. 2 shows a second embodiment of the present invention. 

In this embodiment, a chamber 2 for a screw extruder 4 is inclined 
in a state somewhat turned down to the side opposite to the clamping device 
9, by which the height for the entire apparatus can be suppressed further 
lower compared with the case of the first embodiment. 

The degree of inclination of the screw extruder 4 is set substantially 
equal with the helical angle of the extrusion screw 3 and, at such degree of 
inclination satisfactory stable operation can be conducted without removing 
the pores at the inside of the chamber 2 or without deposition of the semi- 
solidified slurry 7 to the upper portion of the shaft. 

In the present invention, "substantially vertical" means not only 
that the chamber 2 is disposed vertically but also that it is inclined to such 
an extent as removal of bubbles can be saved at the inside of the chamber 2 
or deposition does not occur to the upper portion of the shaft. 

Since other constitutions and functions are identical with those in 
the first embodiment, corresponding portions are shown by identical 
references in the drawing and detailed explanations for them are to be 
omitted. 

FIG. 3 shows a third embodiment of the present invention. 

In this embodiment, an extrusion screw 3 is inserted in a chamber 2 
so as not to move in the axial, namely, vertical direction, so that the 
injection cylinder 12 is not disposed to the upper end of a driving motor 11. 

Instead, a discharge port at the lower end of a chamber 2 is 
connected with an upper portion at the front end of a metering cylinder 
(connection member) 34, in which an injection plunger 33 protruding and 
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retracting horizontally is inserted therein. An injection flow channel 17 
comprising a vertical first channel 15 and a horizontal second channel 16 is 
constituted at the front end of the metering cylinder 34, and a check valve 
(not illustrated) for preventing the semi-solidified slurry 7 in the second 
channel 16 from flowing backwardly to the chamber 2 is disposed in the 
first channel 16. 

Further, an injection cylinder 36 is disposed to the rear end of the 
metering cylinder 34 for protruding an injection plunger 33 toward a 
stationary plate 24. Therefore, in the injection molding apparatus 1 
described above, semi-solidified slurry 7 can be injection into molding plates 
24 and 26 by accumulating a predetermined amount of the semi-solidified 
slurry 7 in the second channel 16 of the metering cylinder 34 and then 
protruding the injection plunger 33 all at once. 

According to this embodiment, since the semi-solidified slurry 7 in 
the second channel 16 is injected in the horizontal direction by the injection 
plunger 33 for horizontal injecting, there is no more necessary to provide 
the injection cylinder 12 to the upper portion of the screw extruder 4 and 
the height of the entire apparatus can be lowered further compared with the 
case of the first embodiment. 

Further, as shown in FIG. 3, in this embodiment, the chamber 2 for 
the screw extruder 4 is buried in an inner hollow portion 35 formed by 
recessing a central portion of a stationary base 23 of a clamping device 9 so 
as to prevent increase in the length of the apparatus as less as possible due 
to the use of the horizontal injection plunger 33. 

Further, in this embodiment, the following function and effect can 
also be provided in addition to those of the first and the second 
embodiments. 

That is, in this embodiment, since the semi-solidified slurry is 
injected by the injection plunger 33 different from the extrusion screw 3, 
there is no requirement for moving the extrusion screw 3 at high speed for 
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injecting the slurry as in the case of the first and the second embodiments. 
This can prevent abrasion at top end of the screw 3 caused by high speed 
movement of the screw 3 and, if the plunger 3 should be abraded, only the 
inexpensive plunger 33 has to be replaced. 

Further, in the in-line system, even if the chamber 2 is arranged 
vertically, there is a worry that the slurry more or less invades into a shaft 
seal by the axial movement of the extrusion screw 3. In this embodiment, 
since there is no requirement for the axial movement of the extrusion screw 
3, the shaft seal can be located at a position not so high from the molten 
surface of the molten metal 5. 

Accordingly, in this embodiment, the height for the location of the 
driving motor 11 can be set lower, as well as, there is no requirement of 
disposing the injection cylinder 12, so that the height for the entire 
apparatus can be reduced further lower. Accordingly, compared with the 
first and the second embodiments, the safety of the facility can be improved 
and the maintenance can be facilitated. 

FIG. 4 is a fourth embodiment according to the present invention. 

An injection molding apparatus 1 of this embodiment has a melting 
furnace 10 located substantially at the same ground level as a clamping 
device 9 for heating a solid material into a molten metal 5 and the melting 
furnace 10 has a function of melting the metal material at the inside by a 
well-known induction heating method briefly into a liquid phase. 

A molten metal supply unit 94 comprising, for example, a screw 
pump or a solenoid pump is disposed to the inside of the melting furnace 10, 
and the supply unit 94 is connected by way of a pipeline 93 to a hopper 6 on 
the side of a screw extruder 4. The pipeline 93 has an inner and outer 
double tube structure, in which a space between the outer tube and the 
inner tube is filled with an inert gas thereby sealing the molten metal in the 
inner tube with the inert gas to prevent oxidation of the molten metal 5. 

As described above, since the melting furnace 10 is located 
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substantially at the same ground level as the clamping device 9 and the 
molten metal 5 in the melting furnace 10 is supplied by way of the supply 
pipeline to the hopper 6, it is not necessary to locate a great amount of the 
molten metal 5 at a high place of the apparatus which is preferred in view 
of safety. 

Further, the injection molding apparatus 1 of this embodiment 
comprises a level sensor 90 for detecting the surface height of the molten 
metal 5, and a control device 91 for controlling the supply of the material by 
the molten metal supply unit 94 based on signals from the sensor 90, and 
the detected surface height of the sensor 90 is set lower than the shaft seal 
92 of the extrusion screw 3. 

A thermocouple or a supersonic sensor may be used for the level 
sensor 90. Further, a system of controlling the supply of the material by 
opening/closing a solenoid valve (not illustrated) disposed to the midway of 
the supply pipeline 93 by the control device 91 may be adopted. 

As described above, since the surface height of the molten metal 5 
in the hopper 6 is controlled by the control device 91 so as not to be higher 
than the shaft seal of the extrusion screw 3, the water head of the material 
in the chamber 2 does not exceed the shaft seal 92. Accordingly, even 
when the semi- solidified slurry 7 is deposited to an upper portion of the 
extrusion screw 3, the slurry 7 can be prevented from reaching the shaft 
seal of the screw 3 as much as possible to prevent damage for the shaft seal. 

FIG. 7 shows a first embodiment of a nozzle 18 for light metal alloy 
injection usable for the injection molding apparatus 1 shown in FIG. 3. 

The nozzle 18 comprises a solid plug nozzle of forming a solid plug 
by solidifying the light metal alloy itself in the nozzle by cooling the top end 
upon metering, and the nozzle comprises a cylindrical nozzle main body 64 
screw coupled at the base end to a discharge port of a metering cylinder 34, 
a tip member 66 having a discharge port 65 fixed in a state fitted to the top 
end of the nozzle main body 64 and a heating member 67 comprising a band 
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heater or the like wound around the periphery of the nozzle main body 64. 

The tip member 66 of the nozzle 18 is connected in a fitted state to a 
concave part of a spool bush 38 embedded in the stationary mold 24, and a 
temperature setting member 39 comprising a band heater or the like is 
wound around the periphery of the bush 38 for heating or cooling the bush 
38 higher than the temperature set to the mold and lower than the solidus 
temperature. 

Therefore, solid plug (not illustrated) can be formed in the 
discharge port 65 of the tip member 66 under the temperature control by 
the temperature setting member 39. 

The nozzle 18 further has a static mixer 51 contained in an inner 
channel 50 of the nozzle main body 64. The mixer 51 is adapted to radially 
mix the semi-sohdified slurry 7 passing through the inner channel 50 of the 
nozzle main body 64 to refine the solid particles contained in the slurry. In 
this embodiment, the static mixer comprises a plurality of stirring blades 52 
each formed into a twisted shape around the axial center of the nozzle main 
body 64. 

As shown in FIG. 7, the plurality of stirring blades 52 are opposite 
to each other with respect to the twisting direction between the blades 
adjacent in the axial direction of the nozzle. The stirring blades 52 of 
different twisting directions are arranged along the axial direction in the 
inner channel 50 of the nozzle main body 64 such that they are in 
perpendicular to each other. Further, it is preferred to dispose the stirring 
blades 52 by three stages or more for effectively pulverizing a grown portion 
of the solid phase in the semi-solidified slurry 7. 

The heating member 67 is disposed in the nozzle main body 64 at a 
portion corresponding to the static mixer 51 for heating the light metal alloy 
situated at that portion to a temperature higher than the liquidus 
temperature. Accordingly, provision of the mixer 51 can prevent easy 
clogging of the solid particles in the inner channel 50 and enables stable 



22 



injection operation. 

Further, the heating member 67 may also comprise an induction 
heating member wound around the outer circumference of the nozzle main 
body 64, and the nozzle main body 64 constituted with a ferromagnetic 
material containing nickel, chromium, iron or the like. This is preferred in 
that the light metal alloy in the inner channel 50 can be heated 
instantaneously to a temperature higher than the liquidus temperature. 

That is, when the inside of the nozzle main body 64 is always 
heated above the liquidus temperature, the heat conducts also to the semi- 
solidified slurry in the metering cylinder 34 to lower the solid phase rate, 
sometimes failing to obtain molding products of a desired quality. Heating 
by the use of the induction heating member heats the semi-solidified slurry 
7 in the inner channel 50 temporarily to a temperature higher than the 
liquidus temperature only just before the injection, and this can suppress 
the fluctuation of the solid phase rate of the semi-solidifLed slurry 7 in the 
metering cylinder 34 to effectively present degradation of the quality due to 
heating of the nozzle. 

The effect of applying the nozzle 18 to the injection molding 
apparatus shown in FIG. 3 is next to be explained. 

At first, the molten metal 5 charged from the melting furnace 10 by 
a mechanical or solenoid pump into the hopper 6 is supplied in a gas shield 
state to the upper portion of the chamber 2 of the screw extruder, and cooled 
by each of the temperature control jackets 13 to a temperature lower than 
the liquidus temperature and higher than the solidus temperature and 
grown into dendritic crystals. 

The dendritic crystals are pulverized by the shearing action of the 
rotating extrusion cylinder 3 and fine crystal grains are formed and then 
transformed into the semi-solidified slurry 7. 

Subsequently, the slurry 7 is downwardly extruded by the extrusion 
screw 3 under temperature control like that the slurry pump. In this step, 
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since the on/off valve for the nozzle 18 is closed, the injection plunger 33 is 
backwardly loaded in the axial direction (rightward in FIG. 3) by the 
extrusion force caused by the rotation of the extrusion screw 2. 

On the other hand, a predetermined back pressure is set to the 
injection cylinder 36 and when an inner pressure overcoming the back 
pressure is generated in the metering cylinder 34, the injection cylinder 36 
backwardly moves axially and the semi-solidified slurry 7 is accumulated at 
the front end of the metering cylinder 34. 

Then, when it is detected that the injection plunger 33 has reached 
a predetermined measuring position, the injection cylinder 36 is actuated to 
forwardly move the plunger 33 at once. By the forward movement of the 
plunger 33, the metered semi-solidified slurry 7 accumulated in the front 
end of the metering cylinder 34 is injected through the nozzle 18 into the 
cavity of the molding plates (stationary plate 24 and movable plate 26). 

Upon injection, since the semi-solidified slurry 7 is injected by the 
static mixer 51 while being radially mixed in the nozzle 18 into the molding 
plates 24 and 26, even if a portion of the solid particles in the semi-solidified 
slurry 7 is grown coarsely, the solid particles are refined when they pass 
through the nozzle 18. 

Therefore, this can prevent grown solid particles from intruding 
into the molding products, to obtain satisfactory molding products in which 
refined solid particles are uniformly dispersed with no pores. It has been 
confirmed by the experiment that the size of the solid particles is reduced by 
about 10% compared with the case of not using the mixer 51. 

Further, since the solid particles in the semi-sohdified slurry 7 are 
refined, and this can prevent the grown solid particles from clogging the 
nozzle 18 and increasing the resistance to the passage of the light metal 
alloy material, and enables stable molding operation. 

Further, in this embodiment, since the inside of the nozzle 18 is 
heated to and above the solidus temperature by the heating member 67, this 
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can prevent the solid particles from easily clogging the inside of the inner 
channel 50 by the provision of the mixer 51 and ensures stable molding 
operation also in this regard. 

Then, when the injection of the semi-solidified slurry 7 has thus 
been completed, the solid plug is formed at the inside of the discharge port 
65 by the cooling for the spool bush 38 with the temperature setting 
member 39 based on the injection completion signal from the injection 
plunger 33 and, subsequently, the driving motor 11 for the screw extruder 4 
is actuated to start the metering for the next injection shot by the injection 
plunger 33. 

FIG. 8 shows a second embodiment of the nozzle 18 for light metal 
alloy injection usable for the injection molding apparatus 1. 

The nozzle 18 comprises a self closing type nozzle having an on/off 
valve 54 at the inside and it comprises a cylindrical nozzle main body 64 
screw coupled at a base end to a discharge port of a metering cylinder 34, an 
intermediate cylinder 55 fitted to the top end of the nozzle main body 64, a 
tip member 66 fitted to the top end of the intermediate cylinder 55 and 
having a discharge port 65, and a heating member 67 comprising a band 
heater or the like wound around the periphery of the nozzle main body 64. 

The on/off valve 54 comprising a needle valve is axially inserted 
slidably at a central portion of the intermediate cylinder 55, such that the 
discharge port 65 can be opened/closed by the axial movement of the valve 
54. A ring member 57 having an arm 56 abutting against the rear end of 
the on/off valve 54 is fitted over the outer circumference of the intermediate 
cylinder 55, and the ring member 57 is resiliently biased to the mold 
(leftward in FIG. 8) by a spring member 58 fitted over the top end of the 
nozzle main body 64. 

An injection channel 59 for the light metal alloy material is formed 
at the periphery of the on/off valve 54 in the intermediate cylinder 55, and 
the channel 59 is widened at the front end of the on/off valve 54 and in 
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communication with the discharge port 65. 

Also in the nozzle 18 of this embodiment, a static mixer 51 
comprising a plurality of stirring blades 52 is contained in the inner 
channel 50 of the nozzle main body 64, by which the semi-solidified slurry 7 
passing through the inner channel 50 is radially mixed and the solid 
particles contained therein are refined. 

Therefore, the nozzle 18 can prevent the on/off valve 54 disposed at 
the downstream in the mixer 51 from being hindered for opening/closure by 
the grown solid particles and enable stable molding operation. 

Further, since other constitutions and the functions are identical 
with those of the first embodiment of the nozzle 18, corresponding portions 
carry the same references in the drawing, for which detailed explanations 
are omitted. 

FIG. 9 shows a third embodiment of a nozzle 18 for light metal alloy 
injection usable for the injection molding apparatus 1. 

Also the nozzle 18 comprises, like that the nozzle of the second 
embodiment, a self-closing type nozzle having an on/off valve 54 at the 
inside and comprises a cylindrical nozzle main body 64 screw coupled at a 
base end with a discharge port of a metering cylinder 34, an intermediate 
cylinder 55 fitted to the top end of the nozzle main body 64, a tip member 66 
having a discharge port 65 and formed integrally to the top end of the 
intermediate cylinder 55 and a heating member 67 comprising a band 
heater or the like wound around the periphery of the nozzle main body 64, 
in which a static mixer 51 comprising a plurality of stirring blades 52 is 
contained in an inner channel 50 of the nozzle main body 64. 

The on/off valve 54 is inserted axially slidably in a guide cylinder 61 
contained in an intermediate cylinder 65, and a spring member 72 is fitted 
over the outer circumference of the cylinder 61 for resiliently biasing the 
on/off valve 54 to the mold (leftward in FIG. 9). 

Further, the nozzle 18 comprises, in addition to the heating member 
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67 for heating a portion corresponding to the static mixer 51, a second 
heating main body 53 wound around the top end of the intermediate 
cylinder 55, a third heating member 74 wound around the base end of the 
intermediate cylinder 55 and a fourth heating member 75 wound around 
the base end of the nozzle member 64, in which first to fourth temperature 
sensors 76 to 79 each comprising a thermocouple or the like are disposed 
near the exit of the mixer 51, near the inlet of the mixer 51, near the exit of 
the intermediate cylinder 55 and near the inlet of the nozzle main body 64 
respectively. 

Then, each of the heating members 53, 67, 74 and 75 conducts 
temperature control such that the temperature T4 of the fourth temperature 
sensor 79 at the upstream of the static mixer 51 is at a semi-sohdifLcation 
temperature in which solid and liquid phases exist together, and further, 
such that the temperature Tl to T3 for the first to the third temperature 
sensors 76 to 78, as: T3 ^ Tl > T2 within a range above the liquidus 
temperature of the light metal alloy. 

As described above, by setting the temperature of the light metal 
alloy in a portion upstream to the static mixer 51 to a semi-soHdification 
temperature by the fourth heating element 75, degradation of the quality of 
the molding product by the lowering of the solid phase rate of the semi- 
solidified slurry 7 in the metering cylinder 34 can be prevented effectively. 

Further, also by setting the temperature T2 of the second 
temperature sensor 74 to a temperature as low as possible above the 
liquidus temperature, lowering of the solid phase rate of the semi-solidified 
slurry 7 is prevented in a portion upstream to the nozzle 18, and 
opening/closure of the on/off valve 54 is not hindered by the solid phase 
component by setting the temperature as: (T3 ^ Tl > T2) such that the 
temperature is gradually higher toward the top end of the nozzle 18. 

Since other constitutions and functions are identical with those of 
the second embodiment of the nozzle 18, corresponding portions carry 
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identical references in the drawing, for which detailed explanations are 
omitted. 

FIGS. 10A to IOC show a fourth embodiment of a nozzle 18 for light 
metal alloy injection usable for the injection molding apparatus 1. 

The nozzle 18 in this embodiment is different from that of the first 
embodiment in providing a shearing block 82 constituting a slitwise 
injection channel 81 that causes shearing flow in the semi-solidified slurry 7 
passing through the nozzle 18 instead of the mixer 51. 

As shown in FIG. 10B, the block 82 comprises a lower plate 83 
having a laterally long shallow groove on the upper surface and a flat upper 
plate 84 in contact with the upper surface of the lower plate 83, and the 
slitwise injection channel 81 is defined by closing the shallow groove of the 
lower plate 83 with the upper plate 84. 

Then, as shown in FIG. 10A, the block 82 is contained in a widened 
portion 85 in the nozzle main body 64 such that the slitwise injection 
channel 81 is in communication with an inner channel 50 of the nozzle main 
body 64. 

According to the nozzle 18, since the semi-solidified slurry 7 is 
injected to the molding plates 24 and 26 while generating a shearing flow in 
the slitwise injection channel 81 of the shearing block 82, if a portion of the 
solid particles in the semi-sohdified slurry 7 is grown coarsely, such solid 
particles can be refined upon injection. 

In a case where the flow resistance to the semi- solidified slurry 7 is 
excessively large if the injection channel 81 in the shearing block 82 is 
formed slitwise over the entire axial direction, solid particles of the semi- 
sohdified slurry 7 can be refined without increasing the flow resistance not 
so much if ridges 86 are disposed each at a predetermined distance in the 
flowing direction of the material at the inner surface of the block 82 as 
shown in FIG. 10C. 

An example of the block 82 contained in the nozzle main body 64 is 
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shown but a slitwise injection channel 81 may be disposed directly to the 
inside of the nozzle main body 64. 

The first to fourth embodiments of the nozzles described above are 
not limited only to the use for the injection molding machine shown in FIG. 
3 but they can be used suitably also to in-line system injection molding 
apparatus shown in FIG. 1, FIG. 2 and FIG. 4 as shown in FIG. 11 to FIG. 
13. Further, they are also applicable to the following type injection 
molding apparatus. An injection molding apparatus 1 shown in FIG. 14 is 
an injection molding apparatus according to a so-called thixo-molding 
process, which is different from the embodiments shown in FIG. 1 to FIG. 4 
using the molten metal 5 as the starting material in that a pellet or chip- 
like solid material 69 is heated at the inside of a screw extruder 4 and the 
material 69 is formed into a semi-solidified state. 

That is, the solid material 69 is charged in the state of the solid as 
it is to a material hopper 70 connected to a rear end of a chamber 2, and the 
material 69 is formed by heating into a semi-solidified slurry by a 
temperature control jacket 13 provided to the outer circumference of the 
chamber 2 and the semi-solidified slurry is injected by an extrusion screw 3 
moving forward by an injection cylinder 36 into molding plates 24 and 26. 

For components having structures and functions identical with 
those in FIG. 1 carry same reference numerals in FIG. 14 and detailed 
explanation therefor are omitted. 

While each of the preferred embodiments according to the present 
invention has been explained as above, such embodiments are merely 
illustrative but not limitative. The technical scope of the present invention 
is defined according to the scope of the claims and all embodiments 
contained therein are encompassed within the range of the present 
invention. 

For example, for the self-closing type nozzle 18, those conducting 
opening/closing operation by a rotary type valve can be used in addition to 
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those conducting opening/closing operation by a needle valve. 
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WHAT IS CLAIMED IS 

1. An injection molding apparatus for a light metal alloy comprising: 

a screw extruder located substantially vertically and having an 
extrusion screw rotationally at the inside of a chamber; 

a cooling unit for cooling a light metal material supplied in the 
chamber so as to be formed into a molten metal or a semi-solidified slurry; 

a nozzle connected at a base end thereof to a discharge port of the 
chamber and having a discharge port formed at a distal end thereof; and 

a clamping device for injection molding the molten metal or the 
semi-solidified slurry discharged from the discharge port of the chamber, in 
which 

the clamping device is adapted to open or close a movable plate 
relative to a stationary plate in a horizontal direction and, further, a 
connection member having, at the inside, a first channel substantially in a 
vertical direction to the moving direction of the movable plate and a second 
channel extending horizontally from the lower end of the first channel and 
in communication with the stationary plate is connected with a discharge 
port at the lower end of the chamber. 

2. An injection molding apparatus as defined in claim 1, further- 
comprising: 

a hopper for storing the molten metal connected to an upper portion 
of the chamber. 

3. An injection molding apparatus as defined in claim 1, wherein the 
screw extruder has an injection function of moving the extrusion screw in 
the axial direction to inject the molten metal or the semi-solidified slurry. 

4. An injection molding apparatus as defined in claim 3, wherein a 
rounded portion is formed to a joined portion between the first channel and 
the second channel for smoothly turning the direction of the molten metal or 
the semi-solidified slurry. 

5. An injection molding apparatus as defined in claim 1, wherein the 
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screw extruder has an extrusion screw not moving in the axial direction, 
and an injection plunger moving in the horizontal direction is disposed in 
the second channel. 

6. An injection molding apparatus as defined in claim 5, wherein a 
check valve is disposed in the first channel for preventing the semi- 
solidified slurry in the second channel from flowing backward to the screw 
extruder. 

7. An injection molding apparatus as defined in claim 1, wherein the 
extrusion screw comprises a central shaft rotatably inserted in the chamber 
and a plurality of screw segments fitted over the outer circumference of the 
central shaft and arranged in the axial direction. 

8. An injection molding apparatus as defined in claim 7, wherein each 
of the plurality of the screw segments has a compression ratio of 1.0 and is 
formed into an identical axial length. 

9. An injection molding apparatus as defined in claim 7, wherein the 
central shaft is made of a metal material of high temperature creep strength 
and the plurality of the screw segments are made of material excellent in 
resistance to melting damage to the molten metal or the semi-solidified 
slurry. 

10. An injection molding apparatus as defined in claim 1, further 
comprising: 

a static mixer disposed in the nozzle for mixing the semi-solidified 
slurry passing through the nozzle. 

11. An injection molding apparatus as defined in claim 10, wherein the 
static mixer comprises a stirring blade formed in a shape twisted around the 
axial center of the nozzle. 

12. An injection molding apparatus as defined in claim 11, wherein the 
stirring blade comprises a plurality of stirring blades of different twisting 
directions and these blades are arranged in the axial direction in the nozzle 
such that these blades are in perpendicular to each other. 
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13. An injection molding apparatus as defined in claim 10, further 
comprising: 

a heating member disposed at the periphery of the nozzle for setting 
temperature of the light metal alloy in a portion corresponding to the static 
mixer to a temperature higher than the liquidus temperature. 

14. An injection molding apparatus as defined in claim 10, further 
comprising: 

a heating member disposed upstream to the static mixer, for setting 
a temperature of the light metal alloy in a portion upstream to the static 
mixer to a temperature between a solid state and a liquid state. 

15. An injection molding apparatus as defined in claim 10, further 
comprising: 

a temperature setting member disposed in a discharge port of the 
nozzle for forming a solid plug. 

16. An injection molding apparatus as defined in claim 10, further 
comprising: 

an on/off valve disposed to a portion downstream to the static mixer 
for opening or closing the discharge port of the nozzle. 

17. An injection molding apparatus as defined in claim 1, wherein a 
slitwise channel is disposed in the nozzle for causing a shearing flow to the 
semi-solidified slurry passing through the nozzle. 

18. An injection molding apparatus as defined in claim 2, further 
comprising: 

a melting furnace for heating the solid material into a molten metal 
the melting furnace being located substantially at the identical ground level 
with that of the clamping device; and 

a molten metal supply unit for supplying the molten metal in the 
melting furnace by way of a supply pipeline shielded with an inert gas to 
the hopper. 

19. An injection molding apparatus as defined in claim 2, further 
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comprising: 

a level sensor for detecting the surface height of the molten metal in 
the hopper; and 

a control device for controlling the amount of the molten metal 
supplied to the hopper based on the signal from the level sensor such that 
the surface height of the molten metal is not higher than the position for the 
shaft seal of the extrusion screw. 

20. An injection molding apparatus as defined in claim 18, wherein the 
melting furnace comprises an induction heating type heating device for 
instantaneously melting the solid material into a molten metal. 

21. An injection molding apparatus as defined in claim 1, wherein the 
chamber comprises a heating unit for heating the material at the inside. 

22. A method of injection molding a fight metal alloy comprising the 
following steps of: 

cooling a molten metal under shearing by an extrusion screw and 
thereby forming the same into a semi-solidified slurry in a chamber of a 
light metal alloy injection molding apparatus as defined in claim 1; 

discharging the semi-solidified slurry from a discharge port at the 
lower end of the chamber; 

turning the direction of the semi-solidified slurry once into a 
horizontal direction; and then 

injecting the semi-sohdified slurry into molding plates 
opening/closing in a horizontal direction. 

23. A method of injection molding a light metal alloy comprising the 
following steps of: 

melting a light metal material into a molten metal by a melting 
furnace located at a ground level; 

supplying the molten metal to a hopper in a chamber of an injection 
molding apparatus as defined in claim 2 located substantially vertically at 
the ground level; 
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cooling the molten metal under shearing by an extrusion screw and 
forming the same into a semi-solidified slurry in the chamber; and 

turning the direction of the semi-solidified slurry from a discharge 
port at the lower end of a chamber into a horizontal direction and then 
injecting the same into molding plates opening/closing in the horizontal 
direction located at the ground level. 

24. A method of injection molding a light metal alloy in which a molten 
metal is cooled under shearing by an extrusion screw into a semi-solidified 
slurry in a substantially vertical chamber and, subsequently, the semi- 
solidified slurry discharged from a discharge port at the lower end of the 
chamber is once turned in the horizontal direction and then injected into 
molding plates opening or closing in the horizontal direction. 
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ABSTKACT OF THE DISCLOSURE 
The apparatus of the invention is an injection molding apparatus of 
a type adapted to cool a molten metal under shearing by an extrusion screw 
in a substantially vertical chamber into a semi-solidified slurry and then 
inject the semi-sohdified slurry discharged from a discharge port at the 
lower end of a channel into molding plates, in which a clamping device is 
adapted to open or close a movable plate relative to a stationary plate in the 
horizontal direction, and a connection member having, at the inside, a 
vertical first channel and a second channel extending in the horizontal 
direction from the lower end of the first channel and in communication with 
the stationary plate is connected to the discharge port at the lower end of 
the chamber. Since this can inject and mold light metal molding products 
of high quality with less pore or shrinkage without excessively enlarging 
the size for the height of the apparatus, casting products of high quality can 
be obtained at a reduced cost by injection molding. 
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As a below named inventor, I hereby declare that: 

My residence, post office address and citizenship are as 
stated next to my name. 

I believe I am the original, first and sole inventor (if 
only one name is listed below) or an original, first and 
joint inventor (if plural names are listed below) of the 
subject matter which is claimed and for which a patent 
is sought on the invention entitled. 

METHOD AND APPARATUS FOR INJECTION 
MOLDING LIGHT METAL ALLOY 



the specification of which 
|~x~| is attached hereto. 
□ was filed on 



as United States Application Number or 
PCT International Application Number 

and was amended on 

(if applicable). 



I hereby state that I have reviewed and understand the 
contents of the above identified specification, including 
the claims, as amended by any amendment referred to 
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I acknowledge the duty to disclose information which is 
material to patentability as defined m Title 37, Code of 
Federal Regulation, Section 1.56. 



Japanese Langua^ 
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Prior Foreign Application(s) 

Number 

0011-113724 
0011-142072 
0011-127448 
2000-063922 



Country 



;e Declaration 

I hereby claim foreign priority benefits under Title 35, 
United States Code, Section 119 (a)-(d) or 365(b) of any 
foreign application(s) for patent or inventor's certificate, 
or Section 365(a) of any PCT International application 
which designated at least one country other than the 
United States, listed below and have also identified 
below, any foreign application for patent or inventor's 
certificate, or PCT International application having a 
filing date before that of the application on which 
priority is claimed. 



Month/Day/Year Filed 

April 21 1999 
May 21 1999 
May 7 1999 
March 8, 2000 



Priority Claim 

YES 
YES 
YES 
YES 



fe&s % 35 te*Hv£ft 119 ^ (e) IS^AoVN-CTfH© 1 hereby claim the benefit under Title 35. United States 
^H^ffiKl^tlBft^tlfcll^J^^CKli^Il^fcLS Code > Section 119(e) of any United States provisional 
~§~ „ application (s) listed below. 



(Application No.) (Filling Date) 
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m&ti^m 365 =3= ( C ) < mm & z. z tr u s •?<> 
*w&<D&n3®m<onm&3>m : &&m 35 s 112 n 

# ff lbh c m ^ £ ti t v ^ & 1 d , * © %> f h tarn mm 

LB B WP$T;$LBI«© B *H F«3 * fe Kff tm^l^H^K 
ffiB*^©lffll§*fcA^£*t;fe\ ;S3WJJ&ftSI 37 la 1 m 
56 JMT-^« $ hfzmmWrCOmMlZ mt S Sg&fiffg £ O 



(Application No.) (Filling Date) 
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(Application No.) (Filling Date) 

(£H»^) (LBIHB) 

I hereby claim the benefit under Title 35, United States 
Code, Section 120 of any United States application^) , or 
Section 365(c) of any PCT International application 
designating the United States, listed below and, insofar as 
the subject matter of each of the claims of this application 
is not disclosed in the prior United States or PCT 
International application in the manner provided by the 
first paragraph of Title 35, United States Code Section 
112, I acknowledge the duty to disclose information which 
is material to patentability as defined in Title 37, Code of 
Federal Regulations, Section 1.56 which became available 
between the filing date of the prior application and the 
national or PCT International filing date of application. 
(Status: Patented, Pending, Abandoned) 

I I Patented Q Pending Q Abandoned 

I hereby declare that all statements made herein of my 
own knowledge are true and that all statement made 
on information and belief are believed to be true; and 
further that these statements were made with the 
knowledge that willful false statements and the like so 
made are punishable by fine or imprisonment, or both 
under Section 1001 of Title 18 of the United States 
Code and that such willful false statements may 
jeopardize the validity of the application or any patent 
issued thereon. 
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POWER OF ATTORNEY: As a named inventor, I 
hereby appoint the following attorney(s) and/or 
agent(s) to prosecute this application and transact all 
business in the Patent and Trademark Office 
connected therewith: (list name and registration 
number) 



Normal F. Obion, Registration Number 24,618; Mavin J. Spivak, Registration Number 24,913; C. Irvin McClelland, 
Registration Number 21,124; Gregory J. Maier, Registration Number 25,599; Arthur I. Neustadt, Registration 
Number 24,854; Richard D. Kelly Registration Number 27,757; James D. Hamilton, Registration Number 28,421; 
Eckhard H. Kuesters, Registration Number 28,870; Robert T. Pous, Registration Number 29,099; Charles L. Gholz, 
Registration Number 26,395; Vincent J Sunderdick, Registration Number 29,004; William E. Beaumont Registration 
Number 30,996; Steven B. Kelber, Registration Number 30,073; Robert F. Gnuse, Registration Number 27,295; 
Jean-Paul Lavalleye, Registration Number 31,451; Stephen G. Baxter, Registration Number 32,884; Martin M. 
Zoltick, Registration Number 35,745; Robert W. Hahl, Registration Number 33,893; Richard L. Treanor, Registration 
Number 36,379; Steven P. Weihrouch, Registration Number 32,829; John T. Goolkasian, Registration Number 
26,142; Marc R. Labgold, Registration Number 34,651; William J. Healey, Registration Number 36,160; Richard L. 
Chinn, Registration Number 34,305; Steven E. Lipman, Registration Number 30,011; Carl E. Schlier, Registration 
Number 34,426; James J. Kulbaski, Registration Number 34,648; Catherine B. Richardson, Registration Number 
39,007; Richard A. Neifeld, Registration Number 35,299; and J. Derek Mason, Registration Number 35,270; and 
Surinder Sachar, Registration Number 34,423, with full powers of substitution and revocation. 

llPSS{t5fe Send Correspondence to: 

OBLON, SPIVAK, McCLELLAND, MAIER & NEUSTADT, P.C. 
FOURTH FLOOR 
1775 JEFFERSON DAVIS HIGHWAY 
ARLINGTON, VIRGINIA 22202 U.S A. 



Mt£9.MM&Ju : (£ mf&tfM&S-Sf) Direct telephone CaUs to: (name and telephone number) 
^_ (703)413-3000 





Full name of sole or first inventor 
Tatsuya TANAKA 
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Inventor's signature AprEf te L0 , 2000 


im 


Residence^ cA> Takasago Works m Kobe Steel, Ltd3-1, Shinhama 2-chome, 
Aral cho, Takasago-shi, Hyogo 676-8670 Japan 


mm 


Citizenship 
JP 




Post Office Address 
SAME AS ABOVE 








Full name of second joint inventor, if any 
Munenori SOEJIMA 




Second Inventor's signature Date 

c5a^~* April 10,2000 




Residence c/o Takasago Works m Kobe Steel, Ltd3-1, Shinhama 2-chome, 
Arai-cho, Takasago-shi, Hyogo 676-8670 Japan 


Si§ 


Citizenship 
JP 




Post Office Address 
SAME AS ABOVE 



(fg = WP$©ttilfP/3#i--3UT & U Supply similar information and signature for third and 
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Full name of third joint inventor, if any 
Katsunori TAKAHASHI 




Third Inventor's signature Date 

V fai*u«avl TkUUsU A P ril 10 • 2000 




Residence c/o Takasago Works in Kobe Steel, Ltd3-1, Shmhama 2-chome, 


mm 


Citizenship 
JP 




Post Office Address 
SAME AS ABOVE 










Full name of fourth joint inventor, if any 
Takeshi KANDA 
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Fourth Inventor's signature Date 

v -Txl^L kT^.J*. April 10,2000 


&m 


Arai-cho, Takasago-shi, Hyogo 676-8670 Japan 


mm 


Citizenship 
JP 




Post Office Address 
SAME AS ABOVE 










Full name of fifth joint inventor, if any 
Kazuhisa FUJISAWA 
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Fifth Inventor's signature Date 

v hCcLlL.JksCL FuMSGXArtl April 10,2000 


&m 


Residence c/o Kobe Corporate Research Laboratories m Kobe Steel, Ltd 5-5, 
Takatsukadai 1-chome, Nishi-ku, Kobe-shi, Hyogo651 2271 Japan 


mm 


Citizenship 
JP 




Post Office Address 
SAME AS ABOVE 










Full name of sixth joint inventor, if any 
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Sixth Inventor's signature Date 
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Residence 
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